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This text provides the procedures and required information for converting the 
Browning 30 caliber machine guns model 1919A4 and 1919A6 into semi automatic rifles. 
These conversions are BATF and NFA type accepted designs for semi-automatic or Title 1 
class firearms. Text provides information concerning BATF required marking and welding 
as well as all aspects of modifications including drawings of parts and details of modifica¬ 
tions to all internal parts. It is illegal to manufacture a live machine gun in the United 
States for personal and non police, government or military use. All NFA rules and regula¬ 
tions apply. 
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Welcome totfee world of the 1919A4! My-same is Rod Joses, 1 am a gunsmith and 
machinist and feel that we should get acquainted,,, I would like to thank you for buying my 
inducts, I have been a machinist most of my working life and that means more than 30 years. 

I started my apprenticeship in 1968 at a factory running automated machine tools (screw 
machines) and progressed from there through turret lathes and other machine tools. 1 have 
been hunter and sport shooter since I was 12 years old, beginning with a .22 single shot rifle 
and progressing to heavier rifles and shotguns. I have always loved working with metal and 
wood and that naturally took me into gunsmithing, 3 made a thing pin for a rifle before 1 was 
16 years old and have been working on guns ever since! I have always enjoyed shooting but 
did not know how much fun it really could be until I got my first 1919. 

i am also an entrepreneur of sorts, have been self employed in one business venture or 
another for several years, most often involving light manufacturing. My current business is 
based in Dolan Springs, Arizona where I manufacture solar powered deep well water pumps. 

% 

Wc live rrr a free natron where we often take simple freedoms and rights for granted, 1 
truly hope that you understand enough about these rights and freedoms that you are willing to 
do your part to help all of us continue to enjoy them for years to come. In these troubled 
times, especially since 9-11-2001 our rights to keep and bear arms are challenged more and 
more often by seif serving politicians and bureaucrats. We must keep up the fi ght and take it 
where it belongs, on the doorstep and in the mail box of each and every politician we can. The 
struggle we must endure to keep these basic freedoms is worth the effort Money helps but it is 
not what is really needed, each and every one of us who enjoy shooting sports and our basic 
freedoms should write, phone politicians and tell them what we want! Further we must always 
help and support politicians who support our cause, and when a politician turns against our 
cause we must turn him around or help his opponent! 
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If you have never built a firearm such as the I919A4, take heart, it is not nearly so 
difficult as it may appear. It is fun, rewarding and educational, what more can you ask for? 






Rod Jones 
Dolan Springs, Az 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Congratulations, you are ready to assemble your 1919A41 
This set of instructions is net all inclusive but contains the core of 
information you will require to do a professional job. It is broken into three 
areas, first is a short check list of what you need to have on hand, weapon parts, 
tools and supplies then a run down of what must be done before assembly, what f/p 

to check and test before you assemble the weapon. The second section of this booklet deals 
with the process of assembly, notes and comments on compliance and how to perform the tasks at hand. 
Third is machining instructions if you are domg your own internal parts. The back side of each page is blank 
so you can take notes or keep track of measure«nts. At the end of this manual are a set of drawings of what 
your parts should look like, these drawings are for reference only and are not complete mechanical drawings 
or blueprints. Let's get on with it! 

^^m^^JTMptmsjmd tools you wilt need to have on hand. 

This is a listing of the parts required to assemble each group or component assembly of your weapon 
and a listing of the fools and equipment required fo do the job correctly. It is not the only way nor are all of 
these tools required, depending on your skill level and the quality and type tools you have, along with an 
understanding of your goal you may be able to arrive at completion using different tools and processes. This 
system works and these instructions require these tools. The correct and complete assembly of your weapon 
will require all of the parts on this list 


Receiver Parts (external housing) 

(?) Right Side plate 

( 2 ) Left Side plate with feed port and trunnion plate installed (normally) 

( 3 ) Right side trunnion plate 

( 4 ) Trunnion Block (and salvage sleeve if so equipped) 

( 5 ) Bottom plate and locking lug with screw 

(Some kits have the bottom plate and left side plate still riveted together) 

(§} Rear Top plate with latching slide 

<D Back Plate {handle, assumed to have buffer disc pack installed) 

(§} Top cover and retaining hardware, assumed as an assembly or unit, not part of welded or 
riveted receiver 

Not Shown here are miscellaneous smalt parts suck as rivets and cartridge stop. 
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Building Instructions for Browning 1919A4 in Semi-automatic 
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Lock, Trigger & Disconnector group, receiver internal part 

0 The semi automatic tri gger and disconnector supplied by HR A Tech wilt be assembled wi th a 
bail and has a spring inside there is no reason to dismantle it, it is ready to use as supplied 
0 Trigger Spring 

(3) Accelerator & pin, modified for SA 
0 Accelerator spring and driving pin 
© Trigger and lock retaining pm with coil spring 

© Lock frame, assumed to have trigger stop screw and lock nut installed, modified tor SA 
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Rivets 


Bolt & sear group, receiver internal part 
0 Bolt body, modified for SA 
0 Firing pin with spring and retaining pin 
0 Sear for semi automatic use 
0 Sear spring and pin 
© Cockmg lever 

§ Cocking lever pin 
Shell extractor finger 
Charging handle 

Not Skown here, Mainspring and Pin 


Complete set of rivets to contains 
2 3/16 round head 
2 7/16 trunnion pins 
2 3/16 pins, one long, one short 
28 3/16 flat head 
2 1/14 dia cotter pin 

1 10-32 x. 3/8 ilathead screw 

You will have exlra rivets, this set is 
for all rivets hut not all weapons will 
require ail of them and extra rivets are 
included in the set 
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Building Instructions for Browning 1919A4 in Semi-automatic 



Barrel extension *£ Barrel 
(T) Barrel 

( 2 ) Barrel extension, modified for SA 
(D Locking lug and pin, modified for S A 
Headspacing lock spring 
Barrel Jacket & Booster 

8 Barrel Jacket and flathead screw 
Booster & Spacer 


Note: 

There are variations in barrel lengthy 
Barrel design, Jacket length and size 
and shape of boosters as well as booster 
designs, some boosters have removeable 
end caps, some don There are also 

variations which have flash suppressors . 


The tools and supplies you will need 


W&ldmg equipment 

If you weld the receiver yourself then use the equipment you are comfortable with. I do not 
advise oxyacetylene welding of the reciver parts as the trunnion block is too large for that type of 
welding because the heating required with the torch will also soften the castings and side plate, 

The preferred method is TIG (heli-are) or MIG (wire feed) welding and last choice is conven¬ 
tional stick arc welding. If you are not welding the parts yourself X would suggest that you take the 
parts {yon can prepare them for the welding to save time and cost) to a competant welding shop 
and have them welded. Please have the weldor read the instructions for barrel alignment and 
welding before he starts tire job so he will know what is expected of him. 

Riveting equipment 

Many people have built the 1919 without riveting, some plug weld the rivets, some use 
screws. In my opinion these efforts are all BS and a way to avoid a professional finish on an 
extraordinary weapon. If you want the job done right, and want the weapon to look right, install the 
rivets with die proper tools. You can either use a hand rivet stake and a hammer or a pneumatic 
rivet stake and an air hammer. The choice is yours. You will need a torch of some kind. An oxy¬ 
acetylene torch is best but the job can be accomplished with a propane hand torch. 

3/16" Rivet Set or Rivet Staking tool 
(Air hammer if using pneumatic set) 

If using air hammer, planishing tool is nicebut not absolutely necessary 
Some sort of heating device, weldin g torch is best 
Bucking block tor the rivets 
'C clamp or clamping pliers 

Paged 
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Building Instructions for Browning 1919A4 in Semi-automatic 


Hand tools and Supplies you wiU need 

You need to have basic tools to perform tire tasks at baud. The list below is considered bare 
minimum and is by no means the only tools for the job. If you are a f do it yourselfef then you probably 
have a lot of these tools on hand, if not, you should buy or borrow at least what is on this list for the job. 

Hand and Measuring Tbots (minimum required) 

Soft face hammer, preferably plastic tipped 
Ball Pein hammer, 16 oz size about right 
Center Punch, also a 1/8" dia pin punch is handy 
Flat file, 8" smooth cut is fine, 12” is too big 
Slip joint pliers, pair of needle nose pliers also handy 
Large screwdriver with round blade 

Screwdriver with plain straight tip, 1/4” or 5/16” blade about right, length not critical 

Small needle nosed pliers come in handy but not absolutely required 

Two or three “C” clamps, two that will open to 2-1/2" one which will open to 5" 

{vise ipip pliers also handy for clamping, vise grip welding clamps also nice) 

A tri-square and a good flat surface as tong and three or four inches wider than the weapon~ 

{the accuracy of your assembly will only be as accurate as tire flat surface and 
the measuring equipment you use machinist type tri square best, carpenter type OK) 

(A surface gauge, vernier height gauge or dial indicator height gauge is helpful but not 
absolutely necessary.) 

At least an electric hand drill, a drill press is much better and as for drill bits specifically 
you will need at least the following sizes, 

a number 2 center drill for starting holes 
3/16” bit 

7/32” bit (around .215 dia) 

1/4" bit 
11/32" bit 

90 degree countersink for the rivets 
also useful but not absolutely required 
9/16” bit 
5/8” bit 

Parkerizing equipment if you are parkerizing your weapon 

Supplies Needed 

Gun oil or similar light lubricant 

Lithium base grease if you don't have gun type grease 

Parkerizing solution if you arc parkerizing 

Cold black for touch up if you are not parkerizing 

Sandpaper, 200 & 400 grit will do, for blending rough edges 

Steel wool, nice to use to remove light Tust and scale 

A small steel or brass, bristle brush, (like toothbrush) for cleaning 

One can of spray degreasei; automotive spray choke and carb leaner works well 
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Building Instructions for Browning 1919A4 in Semi-automatic 

A word about Craftsmanship and some of the ideas about budding a 1919 

When a person endeavors to build a firearm such as the 1919 he takes on a project that can be 
quite involved from the technical aspects alone there are many disciplines of expertise required to com¬ 
plete the job.. The construction of a V9V9 from a kit of demised parts requires at first a good working 
knowledge of how the gun is assembled and how it functions. It is no easy task to build a 1919 if you 
have no idea of what goes where or how it works. You may be surprised to find that many 1919 owners 
don’t even consider the fact that the 1919 is nearly as much gas operated as it is recoil operated! Since I 
started working with machine gun to semi automatic conversions I have learned nearly as much about 
different people's attitudes and opinions as 1 have learned about machine guns! My 1919 construction 
seminars have opened a whole new insight to what people are willing to do to achieve an end result and 
it surprises me all the time about what a man will say about what he wants and what he is willing to 
accept, especially when he is doing die work himself or has no idea what is required to accomplish the 
end result! 

You will be required to work in several different disciplines of mechanical assembly and fitting, 
welding and riveting. Common sense should prevail, patience is often required and the urge to press on 
and "get it done" should be held in check, take your time and do it rights Often said, "there is never 
enough time to do it right the first time hut always seems to be enough time to do it.again! that should 
not be your motto if you expect to produce a really nice looking and well functioning 1919. Tt takes time 
and attention to detail to really get it right and have it work the way it is supposed to work. 

The ideas about craftsmanship go deeper than that. I have seen people build weapons who have 
no idea of how the weapon works and even less concern about whether 1 or not it is assembled salely or 
correctly. There is a lot to be said here about safety and safety procedures. If you do sloppy work you 
will get a slopiyy product. If you do inappropriate work your results may look good but not function 
we! I, worse yet they may not be correctable. The point is to get the job done right and get it done well, 
There are shortcuts, and there are substitutions, I like the rivets but don’t like to see the welds as visibly 
as most examples I have seen in the field The welds can be almost completely hidden. You do not want 
to make them invisible lest you risk being scrutinized by the BATF and NFA cops and risk loosing your 
weapon to confiscation but nobody every stipulated that it had to look like a refugee from a junk pile 
with big gnarly ugly welds all over it! Again, there are other issues, exterior finishing, parkerizing and 
the like as well as the issue of engraving for compliance and hand stamping. Some people irritate the 
hell out of me when they say ”7 can to put it together with screws, why bother with the rivets " or 11 just 
plug weld all the rivet holes and grind em down "or this comment that really got met "They can't say my 
gun isn't welded together!" (that weapon had the ugliest welds I have ever seen on a 1919 on the outside 
and the barrel jacket and trunnion and RSP were all welded together with one huge bubbly weld 2 inches 
long that looked worse than welds my grandma would make! One clown even seriously suggested using 
pop rivets to assemble his weapon! IT IS CALLED PRIDE OE CRAFTSMANSHIP, SOME HAVE 
GOT IT. SOME DON'T 7 The 1919 was built in wartime, it was made in a hurry but the craftsmanship 
is there and is obvious in all the parts. Sure, individual examples show abuse, mistreatment and neglect 
and some individual examples show that they have never been issued! T have seen parts kits that were 
obviously brand new unissued weapons which were demtiled. 1 have seen weapons that looked like they 
had been used in every battle of eYery war since they were built... 1 have seen well worn examples be 
reworked into very good looking and well functioning guns. 

1 have seen people with simple hand tools build wonderfully constructed works of art and 
watched people with excellent tools and equipment turn out scrap. The choice is yours, do you want 
some piece of junk blaster that you are ashamed to be seen with or do you want a real prize possession 
that you would be proud to show your friends and pass down to your son or grandson? Do the job right 
and do the job well, make the weapon look like it just came off the assembly line at Saginaw, Inland or 
Rock Island Arsenal! Take pride in your work! 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Legal Issues about building the 1919.44 

In the form presented here the 1919A4 is considered a "Title I” firearm by BATF, that is to say 
that it is not an NFA class weapon, nor is it currently classified as an assault weapon and any person in 
the United States who can legally own a semiautomatic rifle can own one. Further, under the general 
provisions of the laws of the United States no person is prohibited from building title one firearms for 
his or her own personal use. You should be aware that building for resale requires a license and payment 
of applicable fees. If you follow the guidelines and procedures in this booklet and build your weapon 
according to these guidelines you will have constructed a legal title one firearm. All National Firearms 
Act (NFA) rules apply and tire Bureau of Alcohol, Tobacco and Firearms (BATF) watches this type of 
weapon closely. You must understand that there are a lot of rules and regulations concerning ownership 
of firearms in the society we choose to live in. Should you decide to give your weapon away as a gift, 
sell it, barter it, pawn it or trade it you have a legal responsibility to do so in compliance with BATF and 
NFA rules. Any and all transactions, %vhether for profit or not require that the weapons pass through a 
federally licensed firearms dealer (FFL), and that the appropriate taxes and fees be paid. That you can 
build and own such weapons is considered by many people in this country to be a birthright (this writer 
included). The BATF tolerates but regulates us as individual gun builders within guidelines of the NFA 
and other gun control acts of congress and senate which by and large are believed by many to be in¬ 
fringements on our constitutional birthrights. 


'I'he BATF requires certain things of you and you must comply or risk being incarcerated, fined 
and your having weapons confiscated The most important thing that you must keep in mind is that 
compliance is the key to keeping your freedom and your weapon! The BATF requires markings on the 
weapon to identify it, and that is stated roughly as follows, the marking shall he engraved or stamped, a 
minimum depth of cut is .003", a minimum character height of no less than 1/16" and must contain at 
minimum the following information: Model, If such designation has been made; Caliber or gage; Your 
name or abbreviation; City and State where made. Because the Right Side Plate of the receiver is the 
B ATF critical part of thi s weapon it is where you must place the mark. You should also keep in mind 
that this marking must be readily visible and easy to read. Marking your weapon is also a good idea 
should it ever be stolen or lost. 1 prefer to mark inside of the receiver as well as outside of the receiver, 
it is far more difficult to remove or alter numbers inside of the receiver housing than it is on the outside. 

The BATF also requires that the RSP be welded to the Trunnion Block, the Top rear cover and 
the bottom plate with "deep penetrating welds", this is so that the receiver plate can not be removed 
from the semiautomatic weapon once it is built t here is, however^ no specific criteria that 1 have been 
able to locate which identifies the exact placement and size of these welds. 

As you progress through this procedure for building your weapon, you must adhere strictly to the 
machining schedule for the internal parts. If you were to do some of these parts out of sequence then for 
the period of time required to finish your parts you could actually find yourself guilty of having manu¬ 
factured a fully automatic machine gun. If by chance you were to be raided by BATF, local law enforce¬ 
ment or any other agency you could be charged with illegal manufacture of a machine gun, this crime 
carries a stiff fine and up to ten years prison time. DONT do it. As example only, "ent to widen the sear 
slot in the bolt BEFORE you machine the bolt to fit in the receiver... u It is as easy as that to stay out of 
jail. 


It is your responsibility as builder and owner of tbe weapon to confirm that your ownership is in 
compliance with all State, Local and Federal rules and regulations, Alt NFA rules apply*. 
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Building Instructions for Browning 1919A4 in Semi-automatic 

How the 1919A4 Machine Gun differs from the 1919A4 Semi- Automatic Rifle... 


The 1919A4 Machine gun was designed by John Browning in 1918 -1919 for the US military, it 
is a combination gas and recoil operated weapon with a cyclic rate of around 600 rounds per minute, it 
was originally designed for the U.S. Cal..30 cartridge (now more commonly called 30-06). The recoil¬ 
ing component is largely dri yen into action by first the recoil and the second the effect of the booster 
around the end of the barrel, the end of the barrel being a piston inside of the cylinder of the booster. 

Gas escaping from the barrel behind the bullet just fired would thrust the barrel and all components 
backwards with enough force to throw the bolt to the rear of the receiver, the driving spring in the bolt 
would compress, storing some of this energy and return it to slam the bolt forward and bring down the 
next round for firing. The seat which holds the firing pin has a tapered land or cam on the end of the 
trigger. If the trigger remains pulled through the recoil of the weapon when the bolt goes into battery at 
the end of the return stroke the trigger will pull the sear down via the tapered land and cause another 
round to be fired, as the process is continuously repeated and you have a running machine gun for so 
long as long as the trigger is depressed and ammunition is supplied. 


In the semi automatic version the trigger and sear are replaced with a trigger which incorporates 
a sliding disconnector which will not reengage the sear until the trigger has been released. Further, the 
sear is also replaced with a sear which has straight cut square pockets for the disconnector, it is gener¬ 
ally accepted that the sear spring should be increased somewhat in tension and a return spring is 
mounted on the trigger to pull the trigger back to the neutral position. 

But that is not all, the other big difference between the semi automatic and the machine gun is 
that the right side plate has been made about 1/16" thicker in places so that the fully automatic parts will 
m longer fit in foe weapon. The bolt, lock frame and barrel extension also are modified in such a way 
that they work with this thicker sideplate and the bolt will not accept the fully automatic trigger and sear. 

There are other variations of the semi automatic other than the design presented here, and most 
use similar modifications to effect the conversion but at least one uses a trigger - sear - disconnector 
where the disconnector is part of the sear and not a part of the trigger, (the design sold by Rapid Fire) 

The Semi Automatic weapon must .have the right side receiv'd' plate welded to foe other principal 
housing components of the receiver. This is done so that the weapon may not be easily dismantled and 
converted back to full automatic. 

While not limited to the semiautomatic versions of the weapon, in recent times the weapon has 
been re fitted to acceptvarious cartridges to metude but not limited to 7.62 NATO, 7.65 Argentine 
Mauser and 7.92 Mauser (8MM Mauser) and of course foe original U.S. Cal. .30. The weapon will 
accept disintegrating metal chain (links) and cloth belts, it feeds from foe left side and comes with 
various accessories and mounts. There aFe also some design changes that have been made to barrel and 
barrel jacket and some experimentation has been done to increase and decrease cyclic rates by changing 
the weight of the recoiling components. There are various versions of handies, stocks and cranks or 
"gatling gun 17 triggers which are legal devices that allow full automatic rates of fife but do not make the 
weapon fire full automatic but those are outside of tire scope of this project. 
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Building Instructions for Browning 1919A4 in Semi-automatic 


Conventions of this text and drawings 

You may have noticed that this these pages are only printed on one side. '4 his is not waste, it is a 
deliberate choice by the author, as is the plastic comb binding. The back side of each page is an excel¬ 
lent place to take and keep notes, calculations and sketclies as you progress through tire book. You 
should use this space to your advantage, that is why it is there. The comh hound book will open and lay 
flat on your workbench and while this binding method costs more than simple staples, it serves the 
purpose of a technical manual very well in this regard and is worth the added cost. 

I have tried to arrange this in a logical manner, knowing that some things get sidetracked and that 
some parts of the instruction are at least slightly out of sequence but if you look at. the overall project 
you will find that there are parts seemingly out of sequence that are indeed in logical positioning. For 
instance, the test assembly jumps fight into riveting and welding procedure. Not a mistake or bad 
placement!, it was deliberately put in that position because it would be better to rivet (and weld if you 
prefer) the lower plate to the left side plate before ym do the test assembly. Some weapons kits have 
lower plate and LSP already or still assembled, they were never taken apart and 1 don't suggest that you 
take them apart unless they axe warped or damaged and you need to straighten or repair them. But, the 
point is, the receiver is easier to deal with if some of the parts are assembled or at least partially as¬ 
sembled early on. Likewise, 1 have moved the machining instructions for the internal parts to the back 
section of the book with the other drawings to keep that clutter out of the assembly text. If you are 
machining your own parts you probably will start your process at the back of the book. 


Many drawings are included, some are just for reference, some are conventional blueprint type 
drawings, some are idealistic sketches only to convey a concept and are neither to scale nor dimen¬ 
sioned. 

Some drawings are super imposed on photos for clarity, the cut required is simple and self explanatory 
so why deal with a drawing which needs interpretation when a picture is worth a thousand words? 

i---1 

I Safety issues j 

j come up here and there and are usually called I 

u '^dotted _i 

j-1 

\ Important hints 1 

| and suggestions are made inside dotted enclosures J 

Section headers are 14 pt type in bold italic like this 

There is treatment of the internal parts aside from the machining in the fine tuning section, this is 
here because fine tuning is getting everything to work together after the fact of machining and fitting, 
welding and riveting. The fine tuning is the "what will make it work better" section of the book. 

At the end of the drawing section is a list of some of the suppliers of parts and materials you may 
be interested in knowing about and internet links to most. Lastly is the catalog of parts, tools and ser¬ 
vices my company supplies. There is a form for you to record the serial number for safekeeping on the 
inside back cover and an inspirational message on the back cover. 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Testing the Parts for proper fit and alignment 


It is assumed that the internal parts have been completely machined and you are ready to begin 
assembly of the weapon. The receiver can be assembled using nothing more than C-ciamps and or bolts 
and the- internal parts fitted into it to assure that all machining and fits are correct. Do not ever attempt 
to fire this weapon unless it is completely finished and riveted and welded together, this test assembly is 
not intended that you should test operation with live ammunition. Never put a live round in this weapon 
unless you intend to fire it. Ff you are cycling cartridges through your weapon to test the action then 
never use anything except dummy or inert test cartridges for that purpose. For the purpose of testing the 
action at this stage we are not using any cartridges, we are not cycling cartridges, just checking to see if 
all parts move freely without jamming and that all catches and latches close and all parts function to¬ 
gether as they should. Test cartridges (inert) will be cycled through the weapon in the fine tuning and 
head spacing section later in this booklet. (If your trunnion block and barrel jacket are still connected, see 
page 17) 

Begin by placing the Left Side Plate on the workbench. Even if the lower plate is still riveted to 
it you will still need to study the next section of this text because the next section outlines the riveting 
procedure you which will need later on. If the lower plate is not attached you can do that now or you 
can wait until later and rivet it together later. Choice is yours. The lower plate has a hole in it for the 
locking lug screw. Check the positioning of the locking lug and check to see that it fits firmly into 
position, you are inspecting the condition of the lower plate, check for warps, do not attach it at this time. 



Locking Lug Cam in position in 
Receiver Housing 

The lower plate should accept the LSP and the rivet holes should line up. Check to see that the 
LSP fines up correctly with the plate and that it is relatively square to fee plate. Sometimes when these 
weapons are demilled the LSP and or the lower plate is bent in the process, if necessary straighten the 
plate so that it fits well and is square to the lower plate when installed. Note that the locating hole for the 
lug goes towards the forward part of your receiver, there is a slot in the back edge of the lower plate for 
the rear plate (handle grip) to fit into. If you have countersunk the holes for the rivets in this plate now is 
a good time to go ahead and install the rivets. The procedure is simple and will be repeated on the R3P 
with the only difference being how the bucking block is installed. The photos on the next page show the 
riveting operation using an air operated rivet tool installed in an ordinary air hammer, Vou can buy one 
of these air hammers at any Wal Mart or similar discount house for about $20.00 (in automotive section) 
but you will need compressed air to operate it. We supply both hand and air operated rivet sets in the 
catalog section at the end of this booklet, (continued on next page) 


Putting The Trunnion Block 
in place through tup of receiver 
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Heating Rivet with Torek 


Clamp used to hold bucking block 
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I. 2. 

j 3/16 Drill 


Rivet bucking block in use 


4 w Afflg 5 . 

JWHeating 
m Torch 


Rivet Setting Tool 


1 7 steps to imtuU and form rivets.*.. 

I /. Drill 3/16 hole through part to be riveted 

1 2 . Counterboreforflathead rivet 

t 3. Deburr counterbored hole, check for alignment 

f 4. Insert and backup rivet 

| 5. Heat rivet with torch 

j 6. Form Rivet, incrementally inspect 

I 7. Finish rivet tight to plates being joined 


Building Instructions for Browning 1919A4 in Semi-automatic 

Instructions for Countersinking Holm in RSP and fitting the rivets 

The rivets supplied in the rivet kit are not identical to the original rivets used on these weapons. 
The original riyets had a .smaller head and so they were not countersunk as far into the plate as the rivets 
we supply. The smaller headed rivets are more difficult to find and so the rivets supplied are consistent 
with what is available on the market today These rivets have a head taper which requires a 90° counter¬ 
sink hole. The countersink we sell has a 3/16* diameter pilot drill and produces the 90° countersink. 
When you countersink these holes, have a rivet handy and use it to gage the depth of cut. The ideal depth 
of the oounl-ersmk is attained when the rivet head is dead flush with the surface of the plate. If you are 
using a drill press with a quill stop when you are drilling the rivet countersinks you can adjust the drill 
press so that the stop will allow you to duplicate the depth of cut on the holes so they all come out equal. 
The diagram and photos below details the development of the hole for the rivet and how the rivet is 
installed and formed. You will find (hat (he rivets are much easier to install hot than cold! 


90° Countersink 

£■ Deburr Hole Flathead Rivet 


Hacking Block 



































Building Instructions for Browning 19I9A4 in Semi-automatic 



A dean set ofproperly headed rivets, notice the welds between the rivets! 


To install the rivets in the sideplate, place two rivets in adjoining holes* slide the bucking block 
into position behind them and clamp it in place. Turn the assembly over with the ends of the two rivets 
sticking straight up. You must have everything ready and work quick when the rivets are hot, so get 
everything ready before you heat the rivets. 1 prefer die air operated rivet set as it is easier* and faster* for* 
putting the dome an the rivet, but if you don't have air the hammered ri vet set works well also. Heat the 
rivet until it glows orange then quickly get your rivet set on it and rattle it down before it cools. I usually 
hit the air on the hammer in a short 5 to 10 blow burst then look at the rivet, usually it will need more 
heat because it cools very rapidly and I repeat the process until I get the shape I want, You can 'steer' the 
(rivet in the direction you want if you form the head incrementally as just described. Steering the rivet 
into position is accomplished by "aiming" the rivet set in the direction that you want the rivet head to 
travel* the rivet mil respond to very light changes of direction so go easy if your rivet is drilling, remem¬ 
ber if you were holding die tool straight the drift started by only a slight error of position. If you try to 
take the rivet to form in one continuous burst from the hammer it may veer off to one side or the other 
and become "smashed" or deformed or offset (off center) in appearance, better by far to take it easy with 
the air hammer and use three or four short bursts instead of one long one. If you do mash one rivet out 
of shape, grind the top of it nearly flush with the plate and drill a 1/tT hole about halfway through, it 
should knock out easily with the pin punch. If you attempt to drill it out at the 3/16" body diameter your 
drill may walk off center and you wall end up with an egg shaped hole for your ri vet not a good situa¬ 
tion. Repeat the steps above until all eight rivets are installed. 

Next, place the RSP into the appro¬ 
priate slot on the lower plate and align it 
parallel to the LSP. This is easiest checked 
out against a hard flat surface at the bottom 
edge of the plate as shown m the photo right. 

You want a good solid feel with out rocking. 

The trunnion block grooves will accept tlie 
trunnion hlock. If your cartridge stop for 308 
is in the way pull the pin out of the feed 
mechanism and remove the cartridge and then 
the trunnion block will go in. I prefer not to 
distort the plate to get it over a trunnion block 
that is already attached to the left plate, it is 
better to install it as described. The next part 
is the rear top cover. For the effort here it 
might be a good idea to knock the latch off 
the rear top cover so you don't have to deal 
with it yet. It should slide rearwards off the 
cover, you will notice that it is very stiff' and 
takes a good deal of force to remove. 
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Building Instructions for Browning 1919A4 in Semi-automatic 



Using your plastic hppedhammer, position 
and drive the rear cover into place between 
the two plates. You should he able to 
install the rear cover plate. Clamp every¬ 
thing together tight with a c-etarop on each 
end. 




Remove the cartridge stop, putt the retaining pin back 
(indicated by arrow) out about one inch and then 
remove ike forward cartridge stop. 


Install the rear top cover by driving Slide athe trunnion block straight down into the two 

It straight down Into the two slots s[ols ofthe fmnt f ramep iates 

with a soft faced hammer as shown 

gage, dial height gage or tri-square, measure the height that the barrel jacket is ahove the flat surface at the trunnion 
blockand at the end of the barrel jacket 1 have seen first time assemblies vary by up to a quarter of an inch, you 
must make any adjustment now hefhre you assemble the receiver or when you are behind your weapon in the 
firing positionyou will seethe barrel noticeably pointing offto one side or the other. 1 guarantee you that if it is out 
by even as tittle as 1/16” you will notice it If it is off by more than that you wilt probably see degraded cyclic rate 
due to the friction caused by miss alignment of the barrel and barrel extension. To adjust barrel alignment loosen 
the clamp at die rear end ofthe receiver. Have another person assist you -by firmly -holding the receiver against the 
flat surface and supporting blocks, hold the barrel jacket in the direction you wish to correct and re-clamp the 
receiver plates at the rear of the receiver. Get it as straight as you can andclamp tightly in place. Re-measure the 
alignment 

Proceed to cheek barrel alignment. This part is critical but it is more a matter of pride than mechanical 
precision when you make the assembly. The Irntrel jacket can be installed on the trunnion. Remove tire 
booster if you like but screw the jacket on tightly to the trunnion. Place the receiver on its side, (left side is best) 
supported by two standoffblocks of equal heighten a hard fiafsudacc. The accuracy of this measurement is 
directly controlled by the flatness of the surface you use so be a little fussy about this one. Using a vernier height 
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Building instructions for Browning 19i9A4 in Semi-automatic 

and repeafnnitt yea get if rig ht, it should be within .1/64" er eioser^JM^").. Remember this procedure 
because you will most likely have to repeat it when you get ready to weld the receiver, 
normal fed' the barrel to be sort of loose or sloppy at this time. Install the boosted' in the end of tide barreJ 
jacket hand tight The barrel and barrel extension should slide freely at least and inch or so from battery 
back towards the rear end of the receiver. If it does not move freely something is binding and you need 
to identify and correct die bind before continuing. 



i 

L 


Receiver body 


HI 


flat surface 


2 spacers of equal height Dimensions between the arrows to be equal at both ends. 


in the photos above and below the receiver with the barrel jacket installed on the trunnion 
block is supported on two blocks of equal height on a flat surf ace, in this case a granite surface plate but 
the accuracy of this measurement is not nearly so fussy any good flat .surface will suffice so long is it 
is a good straight flat surface. Measurements from the surface of the plate should be in agreement to 
within less than 1/64" (.016") from trunnion end to muzzle end of the jacket. Make measurements as 
accurately as you can, The photo lower left shows a vernier height gage being used, the photo on the 
right shows how a fcri square can be used. Adjust the position of the receiver plates until the barrel is 
parallel to the surface plate when the receiver body is supported parallel to the plate. Clamp the 
receiver RSP to the lower bracket and drill and countersink your rivet holes. (The receiver is resting on 
the comer ofthe block ai the front end, the barrel jacket is not touching the supporting block) 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Mount the cartridge stops and trunnion plate as shown in the photos here. These parts positions 
are located in the drawing sections at the end of this manual. These rivets and parts are installed in 
amanner similar to the rivets you have previously installed. The wurmion plate is installed with two 
rivets from the inside, grind the traunioirrivets flush with the plate: Note that on the trunnion plate you 
do not install the third ri vet yet, that is the one on the lower right corner as viewed from the outside of 
the plate. 



Location of trunnion plate Rear Cartridge Stop secured with rivet 


Drill four 3/8" diameter holes through the tower plate only between the rivet holes as shown in 

the drawing below. These holes will be plug welds when the lower plate is welded to the RSP. 

DftR 3/8" Ttoles between 



rivet hoie^thFoygh right 
side of lower plate 




Once you have drilled the holes in the lower plate tor plug welding the RSP you can re- 
assemble the receiver andresst the barrel jacket and receiver parallel. This rime, clamp the receiver 
together, double check everything and then plug weld the receiver RSP to the lower plate through the 
holes in the lower plate. While you are welding, turn the receiver over and weld the trunnion block to 
the inside of both plates, right and left through the opening in the bottom, (see photo next page) 

You can also plug weld the rear top cover to the right and left side plates. I know it was 
originally riveted but in all real examples which I have seen these rivets are flush with the surface of 
the side plates. If you hold a small block of copper inside of the rear end of this cover over the rivet 
hole and heed the wire in as if you wanted to wold the copper to the inside through the hole you will 
find that you can fill this rivet hole from the inside bottom out very' easily and if you are a skilled 
enough weldor you can stop the weld when the hole is full, little or no grinding necessary and your 
weld is stronger than a rivet and is full compliance with regulations... The two front holes in this 
cover are even easier, just aim the wire at an imaginary point inside of the hole about 3/4" inside and 
begin filling the hole with weld, it is quick and easy. Note that the shorter of the two 3/1 tr headless 
pins in the rivet set is actually the ‘rivet’’ for this front hole and two of the round head rivets were 
intended to secure the back end of this plate. Remove your clamps and rivet the RSP to the lower 
plate as you did the left plate earlier, (continued on next page) 
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Building Instructions for Browning 1919A4 in Semi-automatic 

(Continued section on welding) 

BATF required welding 

Many builders take the “deep penetrating weld” as stated to mean “big gnarly UGLY weld” but that 
is not purpose or intent of the weld! The weld is required to keep the weapon from being easily dismantled 
and rebuilt as a full auto, nothing more. Sure it should be visible and it must be there but as far as I can tell 
nobody ever made a stipulation as to how this weld must be executed or what it should look like. I do not 
suggest you make it totally invisible but it certainly does not have to be big and ugly to comply. Consider 
this option for welding and I assure you that these welds are in full compliance with the spirit of CFR 27. 
The examples of type accepted designs which I have seen all have one point in common, the trunnion 
block, rear top cover, bottom plate and right side receiver plate are all welded together with “deep penetrat¬ 
ing welds”... Nowhere is it stipulated BIG & UGLY is a part of that description nor have the deep penetrat¬ 
ing welds been defined in position or size. 

MIG welding is my preferred method of welding, Stick and Heli arc could also be used. I don’t 
recommend gas welding because of the preheating involved which is required to produce a good weld. The 
lower plate can be welded to the RSP through 3/8" diameter holes drilled between the rivet holes. This 
allows for very manageable welds which can be ground more or less flush with the surface of the lower 
plate. The picture below shows two filled holes and one un-welded hole. Four places is more than adequate for 
this job. 



The top rear cover plate rivet holes can also be plug welded as stated earlier. Use a small piece of 
solid copper at the back side of the hole and weld the hole full of weld bringing the weld flush with the 
surface. This will comply with the welding requirement for this part. You can take a short piece of 1/2" 
copper tube or a copper tube sweat fitting and hammer it flat and it will suffice for the welding backup 
block. It is just something for the hot weld metal to stop on and cool. The weld won’t stick to the copper 
and the surface of the weld is defined by the copper so if you hold it tightly against the back of a piece of 
plate steel you can plug weld a hole in that steel using the copper to stop the weld. The welds can be 
ground smooth to appearance if desired. Do both ends and both sides the same. The trunnion block can be 
welded underneath to the plate with a nice weld that only shows when you turn the weapon over. Keep it 
neat and clean. You have finished your welding and are in full compliance, and best of all your weapon 
looks good! And, the welds described here are better suited to the original intent of the welding! 

The next steps involve the actual assembly of the lock, bolt and barrel group as well as the 
cover and other small parts. The hard part is done! 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Barrel Jacket, Booster and booster spacer. 


The barrel jacket is screwed onto the trunnion block. It should be dismantled before building your 
receiver, to do so, remove the screw from the right side and hold the trunnion and unscrew the jacket 
from it. You may need to clamp the trunnion block in a vise and use a large round bar through the holes 
of the holes of the jacket to unscrew it from the trunnion. It is my opinion that this part is usually se¬ 
cured with some thread locking compound because several units which I have worked with were defi¬ 
nitely locked with some form of thread locking agent. There is also a flathead screw through the side of 
the booster which locks it in place. On most the units this screw is missing or chewed up so badly you 
will want to replace it. It is the 10-32 flat head machine screw 3/8" long which is included in your rivet 
kit. When the weapon is assembled this screw head is generally 'staked* with a center punch or chisel to 
deform the edge of it so that it won't back out from vibration. Because of the way these are put in you 
should replace the screw every time you take the weapon apart and put in and stake a new one. The 
Booster screws into the other end of the barrel jacket and on most jackets there is provision for locking 
the booster. There is a slit in the booster spacer parallel to one edge of the spacer which leaves a thin 
section of material that can easily be deformed to cause an interference lock to the barrel jacket which 
has a notch in it The Booster has a half round hole drilled in the edge where the spacer fits up against it 
and the spacer is generally staked at that point.. See photos below... 



The Barrel Jacket is secured to the trunnion block 
with a flathead screw. This screw is sometimes 
locktighted in place and may be in bad shape, it is 
easily replaced. Use a center punch or chisel to stake 
the new screw in place, You see 3 old sinkings here! 



When you install the booster, align the metal slit in 
the spacer with the notch in the end of the barrel 
jacket Using a thin screwdriver you can deform 
this section of metal on assembly to lock the booster 
in place. 


The booster end of the barrel jacket has a 
notch in it to lock the booster onto the 
jacket This is accomplished by deforming 
the thin slit of metal on the spacer 



Stake the edge of the booster spacer at the 
half round hole in the booster on assembly, 
this is an old staking shown here, the old 
stake gets filed smooth and re-done when the 
weapon is completely reassembled. 
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Building Instructions for Browning 1919A4 in Semi-a utomatic 

The Barrel and Barrel Extension 



The barrel screws into the barrel extension it is secured or locked in position by a small flat 
spring. This spring fits into a slot on the side of the barrel extension. The barrel extension also has a 
moving part in it, the locking lug or block which closes on the bolt after the bolt and barrel go into 
battery (the firing position). The way the weapon is designed if everything is in correct position and 
fitted properly it will not fire unless the weapon is in battery. As the barrel and bolt travel into battery the 
locking block cams upward into the bottom of the bolt locking it to the barrel extension frame. When the 
round is fired the bolt, barrel and barrel extension all move back about 3/8" where the lock fingers 
disconnect the locking block and hold the barrel in position but allow the bolt to move on back and re¬ 
cock and cycle the next round up for firing. Head spacing is accomplished by adjusting the position of 
the barrel in the barrel extension, we will do that later. For right now just screw the barrel into the barrel 
extension until the end of the barrel is approximately flush with the inside surface of the barrel exten¬ 


sion. 


The spring should hold the barrel firmly when it is inserted into the slot and not allow the barrel 
to change headspace setting. Insert the locking block into the slot from underneath the extension and 
push the pin in through the hole into the bock, center it flush with each side of the barrel extension. 



Headspace retaining spring on Barrel Extension 



Locking block in Barrel Extension 


Place the barrel extension / barrel assembly into the receiver. It must slide freely all the way into 
battery, when it is in battery the front of the barrel extension will be firmly against the back of the trun¬ 
nion block. Check to make sure that the locking block has traveled upwards into the area where the bolt 
will be. When you pull the barrel assembly backwards towards the rear of the weapon the locking block 
should fall down into the slot by its own weight. If it does not then something is dragging or binding and 
you need to correct it before proceeding. 



Barrel and Barrel extension in battery Locking cam in bottom of receiver 
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Building Instructions for Browning 1919A4 in Semi-automatic 





Locking Block, Nvte position 
of* flats, the chamfered edges 
Jt face forward on installation 




Pin needs to he shortend by 
1/16 n for semi automatic use 


Figure B-9 Barrel extension group, exploded diagram 


Note, Avoid broken sear: 

Make absolutely sure that the seas' does not touch the boss where the trigger mounts 
when the bolt cycles backwards* Have the firing pin in released condition and 
remove the cocking lever ; Put the internal parts in the weapon, leave the trigger out 
of the lock but install the trigger pivot pin, place the bolt in the weapon without the 
feed pawl finger and pull it back slowly over the lock frame while watching in 
through the back side to make sure the sear will not touch the lock frame* If the 
sear touches the lock frame during recoil it will be broken* The sear must elear the 
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Building Instructions for Browning 1919A4 in Ssmi-automatic 

The Cover assembly 


The cover houses the iced mechanism which pulls the belt or chain into the weapon. There are 
several moving parts and springs. The cover hinges on a single 1/4" diameter bolt which has a castle 
out on one end .secured with a cotter pin and a JocMng mechanism co.mpo.scd of two parts and a spring 
on the other. The back end of the cover is held in place by a sliding spring loaded latch on the top rear 
cover. 



The above diagram is an exploded view of the components in the cover, if you should need to 
take it apart to clean or adjust it this will help you put it back together. Tire photo below details the 
features and mounting of the cover on the weapon. The receiver may need some fitting, especially 
around the cutout on the RSP at the discharge opening for the belt or links, see photo. 



— Page 29 . 

This entire document copyright Dec* 2902cndmay not he copied in tmyjhrm wUhoid written pemdssiott! 














Building Instructions for Browning 1919A4 in Semi-automatic 


9 f 



A-4 Assembly Drawing Paris Key 


A 

Right Side Plate 

10 

Barrel jacket 


8 

Lower Plate 

M 

Threaded for booster 


€ 

Rear Top Covet 


jacket 


D 

Finger Cam rear 

12 

Retaining screw for 


E 

Finger Cam front 


barrel jacket 


V 

Trunnion Block 

12 

Trunnion plate 

groove 

H 

Rear Cartridge Stop 

14 

Charging handle slot 

23 

I 

Rear Sight Mount 

15 

Lock & trigger pin 

24 

J 

Left Side Plate 


hole 

25 

1 

Slot tor rear pl ate 

Id 

Front cartridge stop 

26 

2 

Holes for real' sight pivot 


(30-06 shown) 

27 

3 

Rear -sight guard rails 

17 

Rea? cartridge stop 

28 

4 

Rear sight spring pocket 

18 

End of rear top cover 


5 

Cover latch detent grooves 

19 

Grooves for lock 


6 

Cocking lever opening 

20 

Rear mount (ForT&E 


7 

Feed finger cam 


pivot on flexible) 


8 

Feed finger cam 

21 

Lock cam mtg. hole 


9 

Holes for cover pivot 

22 

Lock cam locating 



Feed retaining pin hole 
Feed latch spring 
Feed latch position 
Feed plate floor 
Front sight mount position 
Hole For front sight screw 
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Building Instructions for Browning 1919A4 in Semi-automatic 


The Bolt 

The bolt consists of the bolt body, cartridge finger, firing pin spring, sear and sear spring, cocking 
lever and cocking lever pin, mainspring with retaining pin and charging handle. The extractor on the 
1919 is a pair of grooves milled into the face of the bolt and is not a replaceable part as it is with many 
other weapons. The bolt is dismantled by first removing the cocking lever and pin, push the pin out 
from the left side and lift the cocking lever out the top. Using the cocking lever as a tool, push down on 
the sear spring. If the bolt was cocked the firing pin will be released with a snap. Next, using the cock¬ 
ing lever push the sear spring down slightly and to the left side of the bolt (direction is to the right as 
shown in the photo) until it slides into a groove in the bolt (photo 1), at this time the sear (white arrow 
photo 2) should drop out the bottom of the bolt (photo 3). Turn the bolt over and use a small pin punch 
or screwdriver to push the sear spring pin out of the bolt. The firing pin can now slide out the back of 
the bolt (see arrow on photo4). If you wish to take the firing pin apart there is a small pin in it that can 
be driven out which will allow you to dump the firing pin spring (hammer spring). Reassembly is the 
reverse of the procedure above. The cartridge finger goes in the second hole in the bolt, insert it from 
the left side, lift it up with respect of the top of the bolt then let it drop down onto the bolt. The charging 
handle fits into the first hole back from the front end of the bolt and installed when the bolt is put into 
the receiver. 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Botl Machining Instructions 



500 


.220 

L 


rr~~ 

.090 


The general dimensions for the sear 
pocket in the bolt , some variation may 
be necessary due variations in bolts and 
sears, these dims are given as reference 
guide only. The .500 width 
must be carriedfrom bottom of bolt to 
depth of .220 to top of driving pring 
hole. The lower part of bolt, the. 500 
width must carry to bottom of sear 
opening to centerline offiring pinhole 



k- 


.600 


Milling dimensions for 
reference 

only, check your sear for actual 
measurements! 


Make sure that the sear is recessed into the bolt 
by at least. 010” below the back surface of the bolt, 
failure to achieve this recess will result in a dam¬ 
aged sear. 


j Note, Avoid broken sear: [ 

j Make absolutely sure that the sear does not touch the boss on the lock frame where the trigger i 

| mounts when the bolt cycles backwards. Have the firing pin in released condition and remove the j 
j cocking lever. Put the internal parts in the weapon, leave the trigger out of the lock but install the ( 
I trigger pivot pin, place the bolt in the weapon without the feed pawl finger and pull it back slowly J 
j over the lock frame while watching in through the back side to make sure the sear will not touch | 
1 the lock frame. If the sear touches the lock frame during recoil it will be broken. The sear must I 
I clear the lock frame and the knob on the end of the barrel extension. I 

i_i 

When Machining the sear pocket, use Cobalt or Carbide milling cutters. Fit the sear to be at 
least .010” recessed into the pocket so that it does not contact the buffer plug on recoil. This is very 
important. Insure that the sear slips loosely and freely in the sear pocket. The Sear disconnector posts 
must not extend so far below the bottom surface of the bolt that they hit the accelerator or lock frame 
where the trigger is mounted, if they make contact with the lock frame they will be immediately broken 
off in recoil. The sear must not come in contact with the cocking lever on when the bolt goes into 
battery. If the cocking lever contacts the top of the sear when the bolt goes into battery it will fire the 
weapon and you will have a full automatic runaway with no way to stop until ammunition is exhausted. 
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.Mffl V&s section 
iQ^syrnwotrtc^ 



Witt Wade to this 
-thickness symmetrica! 
•& csritearrie of trigger 

& i 

j|§0 


Profile the pri$nal 
m^§€ft6 sesffefette 
to match this profile 


Trigger Return Spring) 
fashion from MO 
dia Music Wire 


Outer trigger radius is 
aporox 1.120dia 
ref 2-.6$$Xand 1.360Y, 


SfeUdend 
radius. to suit 



( Inner trigger radius fe 
approx 3.450 dia 
ref zeesxand 1.4t5Y 


1919A4 -AS Trgger modification 
from FA to semi automatic,For 
y$e-wth ERATeeh ha# retained 
dfecormector and ERA Tech 
eemS automatic-sear. 
do not spate from drawing. 


Radius 

.375 



I Some fitting and adjusting wiif be 4 
* retftiifed when fitting fire trigger to j 
| your weapon* Also note that the f 

I trigger return spring may cause the 1 
1 trigger pm mat ip engage the 'hate m . 
the RSP which con result irr a ! 

.damageiUHgger^-sefife^ ==.»» — A 


.Radius 
these comer* 


Sens Automate Sear 

fife&e from CM or A -2 
tfarden S temper to 
RG 52*036 


Q 


Ball and retaining spring* 
mte set required* bail h 
1/&" dia* spring is 
A20 dia by 3/4 n long 
. Oil dia wire 


^— ~"”L 


a .m 




Or'/Yfw «?v«v? *w / 

end 


.750- 


.025 


asc 


•tass 


-4 


-.093- 


;2S0 - _J SS 


.TOO 


rrr 


S iST -Tss—f |j r —• 




.250 


BaSw^roUswro-erforostk; 
-OtecoRTwetor for 1919.tn3ke.ofO-1.Of A-2 
he3ttneaiP!C50-52 


Disco nnecto r is held on the trigger by the 
bait The spring fits into the groom 
behind the ball and is captured under the 
tail of the disconnector. To remove 
disconnector compress spring into the 
groove under the blade and gently lift end 
of spring up past tad of disconnector. 
Withdrew spring, turn trigger end 
disconnector so that sear end points 
upwards* slide disconnector up and down, 
ball will fall out* reverse process to reas¬ 
semble 
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Building Instructions for Browning 191944 in Semi-automatic 


The trigger and Leek mechanism 

The trigger and lock holds the accelerator lock, accelerator plunger and spring and trigger, and in 
our case also Ihe disconnector and trigger return spring and has two pointed fingers which disengage the 
locking block from the bolt on recoil It is held in place in the receiver by a iring loaded inn that gets 
double service as. the trigger hinge pian, The semi auto matic trigger return spring fits, around the bar that 
holds dte trigger stop screw uadis held in place by the trigger stop screw lock nut. 



when ihe bolt cycles backwards. Have the firing pin in released condition and 
remove ihe cocking lever. Put ike internal parts in the weapon, leave the trigger amt 
of the lock but install the trigger pivot pin > place the bolt in the weapon without the 
feed pawl fitter and pull it back slowly over the lock frame while watching in 
through the back side to make sure the sear mil not touch the lock frame, if the 
sear touches the lack frame during recoil it will he broken. The sear mast clear the 
lock frame and the knob on the end of the barrel extension. 
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radius cut 


Mill clearance in 
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accelerator for sear; 

use a radius end mill The trigger spring mounts under the 

for this cut lock nut on the trigger stop screw 


Mill this surface down . 065" 
min. 


The lock frame gets milled down .070" on the area shown, this is a completely as¬ 
sembled lock unit and as you will notice the lug on the right side is still on it Some plate 
builders do not mill the slot for this lug on their plates and require that the lug gets ground off. 
It is not necessary to remove the lug on the ERA Tech part. 


grind clearance 

Grind or mill the top or end of 
the "Knob” if necessary for 
clearance of the sear 
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Lock andBarrel extension 


Mill This surface down . 070from original 
surface 


This is taken 


from top edge 
of lock frame 

700 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Assembly of your weapon 


It is now time to put your 1919 together. You probably have a pretty good idea by now of how it 
fits together and where everything goes but for the sake of this discussion I will assume you just walked 
up to a pile of parts on the table and so bear with me if this discussion seems a little too explanatory. I 

will not discuss function, only how to quickly and •.. 

safely assemble the weapon from a pile of parts * *. *- • • • • • - • •;; 

which is where you should be right now. *. ■ *. *. *.:' • • - • • • 


Begin with the sub assemblies. First off lets 
look at each one, the bolt, trigger pack or lock, and 
the barrel and barrel extension and finally the rear 
plate. These parts are each individually covered in 
the earlier sections and there are good exploded 
diagrams on how each goes together if you have not 
assembled these components check back through the 
text and do so now. 



The best starting point is to have the receiver housing with barrel jacket & booster installed 
placed on the bench in front of you, the top cover should be locked into the full open position. Lay out 
the trigger pack, bolt & charging handle and barrel extension & barrel and the rear plate (handle grip 
part) on the table. The only tool you will need is a medium size straight blade screwdriver. 


Place the barrel assembly into the receiver but stop with about half of the barrel extension hang¬ 
ing out the back of the receiver. The Lock is next placed into the barrel extension, take care to make sure 
that the accelerator fingers curl up over the knob and that the pin on the left side of the knob engages the 
driving pin notch when you go together. Push the lock all the way into the slots on the sides of the barrel 
extension and make sure the accelerator flops over into the locking position. Slowly release it and the 
accelerator in locked position should hold the tension of the plunger and spring and keep the assembly 
together. 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Next pick up the bolt and operate the cocking lever to make sure the bolt is cocked, the cocking 
lever needs to be positioned towards the front of the bolt, the end of the cocking stroke which is where it 
is when the bolt is take out of the receiver. You can now slide the bolt into the grooves in the barrel 
extension but be sure to stop before the lower face of the bolt comes in contact with the accelerator 
fingers. If you let the bolt hit the accelerator in this step the accelerator will release and snap off of barrel 
extension and you will have to start over. 



Push the cocking lever forward on the bolt and leave it there. Slide the whole package into the 
receiver. Watch for the hole in the bolt to line up with the charging handle slot and insert the charging 
handle into the hole when the bolt reaches that point. Don’t slide the bolt forward yet! You may have to 
reach in and jiggle the bolt or feed pawl finger a little to get it into position to enable the bolt to go 
forward, now and again later on. The feed pawl has a habit of trying to go straight into the cam at the 
back and hangs up there on the point of that cam.. On ERA Tech side plates there is a 45° cam cut into 
both sides of the rear plate slot in line with where the trigger spring pin will cross that slot which allevi¬ 
ates the hang-ups of the trigger pack at that point but you still have to push the trigger pin into the lock to 
get the trigger pack to go into the receiver housing, once in it will bump over the rear plate slot easily. 
Push the entire unit all the way into the receiver, take care to see that the bolt retains its approximate 
position with respect to the other parts as it goes in. It may be necessary to slide the bolt backwards just 
a little if it is too far forward as the barrel group gets to the locking cam, remember the accelerator is still 
holding the barrel extension in the full retracted position. The trigger pack locking pin should find the 
hole in the side plate and snap into it locking the trigger pack in place. Once you confirm that the trigger 
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Next place the rear plate in the two grooves and press it down If yon give it a good slap on the 
top with the. heel of your fist it wilt usually bump through the cover latch, if noC use the screwdriver to 
pry the latch forward about 1/ib" or so, as it is difficult to do this operation by pushing on the latch 
handle, I have found the pry method more to my liking. When the rear plate is all tire way down it 
should be retained by the cover latch. Full the bolt all the way to the rear of-the charging slot and hold it 
with one hand while turning the driving pm counter Clockwise 9v wim Ine screwdiivei, you snouiu feel 
the spring release when you hit the slot Release the holt handle and the bolt should immediately dose 
to battery position unless die feed pawl hangs up on the cam as mentioned before, if it does just close the 
top cover and the bolt should close to battery: if you prefer, you can hold the bolt open with one hand 
and lilt the feed finger with the other hand then release the bolt but it is a good way to get bit! The 1919 
has a.mind of ifs own and like the old M-J will show you no remorse or sympathy if it draws your blood 
because you got your fingers .in .the way Note that you cannot remove the .rear handle if the cover latch is 
closed on the cover nor can you remove the rear cover if the driving pin spring is released from the bolt. 


Once you have put the weapon together, the field stripping is just the opposite of the procedure 

you just went through, i would advise you practice it 
a little before lubricating die weapon and heading to 
the range. 1 would not grease and oil it before 
^ getting everything worked out you still have to 

, fc. headspace the weapon and check feed and cycling 

1 |4 before you are ready to grease tt up. Grease is-the 

'iM WS , best lubricant ibr this weapon, not oil. 


Checking -the cycling of -the -weapon. Before putting 
Mr_. any ammunition, even dummy rounds into the 

| weapon it should be checked for cycle operation. We 

are working with a semiautomatic and so it should 
behave as a, semi automatic. Close the top cover. 
With bolt in battery pull and release the trigger. You 
should hear a nice metallic snap as the firing pin falls. Cycle the action by pulling and releasing the bolt 
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Building Instructions for Browning 1919A4 in Semi-automatic 

from rear of travel. Repeat pulling the trigger, this time though continue-holding the trigger in the firing 
position and pu’ii the bolt ad the way back and release it the bolt should ram shut into battery, blow 
release the trigger and pu\\ it again. The firing pin should once again snap. If the firing pin did not snap 
then it either faded to cock or felt when the holt closed and your weapon is cycling Ml auto. You MUST 

correct this problem before going any further. 


Checking the loading process. You should 
have three or four dummy rounds, you can use 
brass without primers but with bullets installed for 
this if you don't want to buy snapper cap rounds or 
surplus dummies. I drill a 3/16" dia. hole through 
the case so that it is very easi ly identified as a 
dummy round and suggest you do likewise. It is 
important and a safety concern. not to place live 
ammunition In a weapon If you are not In a safe 
place to fire It because when cycling an action 
anything can and probably wifi happen. DO NOT 
PUT UVE AMMO M YOUR WEAPON TO 
TUNE OR TEST THE FEED MECHANISM! 

OK, now that I got that off my chest I will climb 
down off my soap box. 

The 1919 wifi feed both belt and disintegrating metal chain (links) and the .308 version has its 
own link which works with the .308 (7.62 NATO) and the 7.65 Argentine Mauser cartridge, the U.S. Cal. 
30 (30-06 Winchester) and 7.92 MM Mauser (commonly known as 8MM Mauser) both use the same 
Unit, The belts work with all cartridges. The SMM and 30 Cal. use different cartridge stops than the 
7.62 and 7.65 and there are subtle differences in the bolt and feed mechanisms but I have found that the 



pawls, bolts and the like. I have heard others say that some feed pawls don’t want to work with ail four car¬ 
tridges but have not had that experience, f urther, the link* for the 30-06 can fee tweaked to accent the .308 
an&vise versa. 


forgivingof variations in link sizeana 

cs ofvaoouts finks and tefi configurations. 


Start by closing the top cover and cycle the action a couple of times. Next open the top cover and 
place the first round of your string of dummies into the feed position and put the feed pawl down on the 
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Building Instructions for Browning 1919A4 in Semi-automatic 

base of that round as shown in photo #1, Close the cover. Mi the bolt back and release it You should see the 
bolt go all the way forward and into battery and the belt or chain should advance the next round. Pul 1 die 
trigger, you should hear the tiring pin fail. Puli the charging handle all the way back, thecartribge should fell out 
of the bottom of tire weapon and the next round should enter the chamber while the chain advances another 
round into the feedposition. links should fall out of the discharge area: on the right side or the belt, if you are 
using doth belt shouldbe pushed out as you cycle dummy cartridges through the weapon. If anything is not 

uide and seeif 


P-wf t KiklHUvi 9 iMiMlICti iCfllil t 11 


i ![it fi fill 


range. 


When you .are satisfi ed with the weapon functioning as stated, field strip it, put light lubricating 
oil on the moving parts of the lock, barrel extension and bolt, then apply a light coating of grease to all 
sliding surfaces on the inside of the receiver and to the internal assemblies. The right and left sides of all 
three parts, the inside rails of the barrel extension, the front and rear areas of the barrel and the rail lugs 
and slots on the bolt. Apply a smooth layer of grease on the front and back sides of the accelerator ringer 
and both sides and top of the trigger disconnector. Don't he stingy with your grease but you don't want 
excess gobs of it all over everything. Reassemble your weapon and recheck the cycling and reeding as 
before, it should work even smoother and better. If it worked dry it will very likely work better lubri¬ 
cated Pack it up, go out to the range and put the brass in the grass ! 


.SOB Links for the 1919 Single 
ring tits the- SOS cartridge loose 
on the foody, small ring- on- 
fee -neckls sfeaight writ} also 
woik wlS< 7.55 Argentine. 



30-08 lifika for »319 arc 
simitar to .308 except much 
tighter, single ring must foe 
opened to. shoot io. 308 bout, 
ftne-for 3MM. 



M-59 links <3 onbottom} cm fee reconfigured for 308 -or 7.85 -by 
breaking off .small tang , shrk&tog fee tang ring to .apprarimato .30.8 
neck size and turning them upside down, they vvi!l feed ok. 


Page 33 """" 

71m entire document ajpyrigkt Dec* 2992 andmay not be copied in airy form without written permission! 









Building Instructions for Browning 1919A4 in Semiautomatic 


Headspace Adjustment 

Reprint frost FM123-55 Amy Mauaai, Oct. 1955 

Headspace, The headspace of a miiitaiy weapon is the distance between the race of the boh and the base (head) of a 
cartridge fully seated .in. .the chamber. With Browning. Machine guns, the oond&kitts necessary for correct headspace are 
met only when the bolt is correctly locked to the barrel and barrel extension. 
h. Headspace. Headspace adjustment is that adjustment which controls the positioning of the breech lock in its, recess in 
the bottom of the bolt, -Correct headspace adjustment is necessary to- prevent sluggish operation, damage to the weapon 
.and .ruptured or .separated cartridge .cases. .Headspace adjustment is correct when ihe following conditions exists; 

1. The recoiling groups ate Billy forward. 

2. The breech lock is positioned in its recess in the boh so that foe-forward edge offoefereech lock- is in contact with, 
but not binding against the forward wall of that recess. 

3. There is no independent rearward movement between the bolt and the barrel and barrel extension. 
e. Adjustment With, The Parts Inside The Receiver. 

1. The gun should be fully assembled when making headspace adjustment. 

2. Pull the bolt to the rear about three-quarters of an inch. 

3. Screw t he barrel into t he barrel extension, using the nose, of a cartridge or the combination wrench in the barrel 
notches, until the recoiling parts are unable to go fully forward under the pressure of the driving spring when the 
bolt is released from three-fourths of an inch distance. The barrel notches will be visible between the trunnion block 
and the barrel extension. 

A. Unscrew the bairei from the barrel extension one notch at a time (checking after each notch) until the barrel and 
battel extension goes fully forward without .bei.ttg.forced . 

5. Unscrew the barrel two addiilonai notches. This compensates for heat expansion of the barrel when the gun is fired. 
Correct headspace now exists. In the case of the machine gun, M1917A1, insure that the barrel packing does not 
bind and and cause a false adjustment. 
d Adjustment With The Parts Outside The Receiver 

1. Headspace adjustment can be made before the recoiling groups are assented into the recover. However, the 
adjustment should be disked after the gun is assembled. 

2. Screw the barrel and barrel extension together until the rear of the barrel is flush with the inside of the barrel 
extension. 

3. "Remove, the extractor ftojuThebcdt place the bolt hi the bolt guides, of the batref extetMoti arid puff, the bolt fully 
forward.. 

4. Lock the bolt to the barrel and barrel extension by pushing the breech lock fully into its recess in the bottom of the 
boh. Hold it firmly in that position with the thumb. Screw the barrel and barrel extension together until the barrel is- 
stopped by contact with the bolt. Make certain that the barrel does not force the breech lock from its folly locked 
position. 

5. Unscrew the barrel from the barrel extension: one notch af a time until the- breech lock- foils of its own wei ght : „ 
Remove the bolt. 

6. Screw the battel and barrel extension together one mfcb.-Adjusbiteot. .is .now correct 
e. Improper Headspace Adjustment 

1. Tight adjustment. When the headspace adjustment is tight, it wall result in poot functioning characterized by a 
sluggish rate -of fire. This is -due to increased Motion between the breech look, the breech lock cam., and the breech 
lock recess of the bolt. Stoppages result because the .moving parts bind, .and the baft, barret extension, and barrel may 

not always go folly forward. When the notches on the rear of the barret can fee seen the bolt group is not Bally 
forward, and thefrring p/n cannot- be released t^rahtngihe trigger, the headspace adjustment- htoo right to allow 
the breech lode to fully enter its recess on the bottom of the bolt. {The location of the bolt group can be rapidly 
doter xi "i i nod by dotormini ithe iOcatioi i of the bolt handle) . 

2. Ijiase. Adjustment When the headspace, adjustment isfoose, there is aifindepenfat movement oftfeefeoft to the. rear 
fr om the barrel and band extension. In order to determine if loose headspace adjustment exists, lay the right hand 
(palm down) on the bolt handle very lightly to take out any lateral play in the operating groups. Then place two 
fingers of the left hand over the front of the bolt and pull to the rear. If the bolt moves to the rear independently of the 
barrel and barrel extension, loose headspace adjustment exists. Loose adjustment may cause a ruptured cartridge 
when the bolt is violently started to the rear independently of the barrel and barrel extension. 

f Check. Always check to be sure that the hook oftke barrel locking-spring- is- engaged in the barrel notches, so that the 
headspace adjustment cannot change during firing.. 


--- Page 34 

This entire document copyright Dee. 2002'and may net be copied in any form without written permission! 















BuUding Instructions for Browning 1919A4 


in Semiautomatic 

t> 

00 

rn 



a $3 
% ® jlf 

~f g-| 

■Jg * fito 

« ^ C ^ 

M £ £ r 

r ©a t 

■o ^5 =® -5 

Ilf® 

c S £ 

© .£ £ P 
<u si =g t 

©. g 
■o',» fj to 

1^15 $ 

a & ** c 
tc S> g £ 
§' 

.» 2- 


So -. ^ 

to j= « 5 
-5. to S 

ft IS 

f * sg 

£ § 

4 a) f I 

f fi2c 

iff! 

■"E <5 to <o 

t> o c ^2L 

^ 3 -r 

i“22: 

^IfJ 

TO 3 w 

5 at 

2 _e c 

^ w -fe 'I 

3 -!!> Z. TO 

TJ > O h 

-£ TO TO 
S O jC 
5 0 C 

c ■s 3 c 

o O. u „ 

S«IS 

£ , c £ ft. 
g O « TO 

* *3? -£ 

"D C P w 
£ £ £ ^ 
t Ss ® 


S f £ © 

o 4= s ■£ 

hut 
J *f £ 

— "2 ® 2 to 

S g -c ^ ® 

5 ^ -S fc 5 
-» <» .■= kfc ~ 

otoS 2 £ 

S CL 0._;. O 

■§ £ rp 

§'* &■* « 

g nP ^ 3 C 

§ o § £ | 

W s~ a >£ 
o ■§ g & £ 

*■;££«=» 
«j f“ p gj TO a, 

© < ° O ® .5 
3 ^ £ x: w TO 

|»;il c 

J5-£ Ifr -£ O Oi 

£F a S ^ a 


. Page 37 . , 

fMr -sfiih's dscummt cspfngkt &ec. 2M2 z^d ms^ i>e -espied m -sny fsmz vrhiimaisTktzn psTssssten! 












Page 38 

-mike Ascitms&t c&pyrigist Rsn 2$$2 smA ins? ^ fe espied iti -sny fsrm mtk&ut wniten p-crtnisshn! 







Building Instructions for Browning 1919A4 in Semi-automatic 


2-6, General 

a. Refer to table 2-3 for information useful m diagnosing and collecting unsatisfactory operation 
or failure of the machine gun and mount. Each mat function stated is followed by a list of probable 
causes. The corrective action tecommended is described opposite the probable cause. Malfunctions 
which may occur foroperator and crew are listed in Tivl 9-1005-212-1.0 or pertinent vehicle operators 
manual. 


Table 2-3 Organizatiima&l Troubleshooting 

Malfunction_Probable cause_Corrective action 



Machms-Gim 




Note. For malfunctions encountered but not listed, 
ot ifmttectoie jactioa does mt asasedy 

rxrrtrf^ t*Yrrf* OT>ppj\rt- TYxTrtrytr^jvnrr* 

1. failure to feed 

a. Defective belt feed lever 

a. Replace 


b. Defective extractor aattenthty 

h Replace 


c. Defective belt feed pawl spring 

c. Replace 


d Defective belt feed pawl 

d Replace 


t. Defective belt feed slide 

itepmte 


f Defective belt hoWng pmvl 

f Replace 


g. Defective belt holing pmvl spring 

g. Replace 


h. Defective cover latch spring 

h Replace 


i Defective belt feed rever pin 

i. Replace 

f 

f Defective extractor plunger or spring 

: 

f Evacu ate to (Erect support 
maintenance 


£r .rr % *r-ccj«y 

k. Evacuate to direct support 
maintenance 


i Defective cover latch 

i 

L Evacuate to direct support 
maintenance 


nu Defective feed pawl 

l ftc Replace 

\ 

\ 

2. Failure to chamber 

a. Defective T-slat 

. 

a. Replace 


h. Defective reeoifphtie 

b Replace bolt 


c. Defective extractor feed cam 

c. Evacuate to direct support 
maintenance 

3. Failure tolock 

j 

a. Defective breech lock 

a. Evacuate to direct support 
maintenance 

i 

b. Defective breech lock cam 

h. Evacuate to direct support 
maintenance 

j 

c Defective extractmfeed cum 

c. Evacuate to direct support 
maintenance 

1 

d Defective Ti ng Stud 

d Evacuate to direct support 
maintenance 

f Failure to fire 

' } 

a. Defective firing pm 

a. Replace 


b. Defective trigger 

hr Replace 


c. Sear spring weak or broken 

c. Replace 


d Faulty engagement offering pin 
and sear notch 

d* Replace 


e. Defective firing pin spring 

e. Evacuate to direct support 
maintenance 


f. Improper tinting 

f. Evacuate to direct support 
maintenance 


g, Defective barrel extension 

g. Emeaateto direct support 
maintenance 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Table 2-3 Otgittuzuiiontil Troubleshooting (from TM 9-1005-212-25} 


Malfunction 

Probable cause 

Corrective actios 

5. Failure in unlink 

a. Defective breech lock 

a. Evacuate to direct support 



maintenance 


h Faulty breech lock cam 

by Evacuate to direct support 


clearance 

maintenance 

6. Failure to extract 

a. Defective T slot 

a. Replace breech bolt 


b. Defective extractor 

b. Replace 

Z Failure to eject 

a, Defective firing pm 

a* Replace 


h. Defective ejector 

h. Evacuate to direct support 



maintenance 


e Defective ejector spring 

c. Evacuate to direct support 



maintenance 

8, Failure to cock 

a Defective cocking lever 

a. Replace 


b. Defectivefiring pin ssr notch 

b. Replace 


c. Defective cocking lever pin 

c. Replace 


it* |/c^ci4»rc jcuf 

d. Replace 


& Defective sear spring 

e. Replace 

ft Uncontrolled automatic 

a. Defective sear 

a. Replace 

fire 

b. Defective trigger 

b. Replace 


c. Defective firing pin 

c.Replace 

10. Failure to load 

a. Def ective belt holding pawl Dr 

a. Replace 


spring 



b. Defective feedpawl or spring 

b. Replace 


c. Defective belt feed lever 

c. Replace 

II. Rupturedprimers 

a. Elongated firing pin hole 

a. Reptoce hreecnhou 

12. Sluggish operation 

a. Improper doting 

a. Evacuate indirect support 



maintenance 


h Bu rred parts 

■ 

h Remove burrs 


M~2 Tripod Mount 


1. Failure to traverse 

a. Defective traversing hand wheel 

a. Evacuate to direct support 



maintenance 


b. Defective traversing and elevating 

b. Evacuate ti> direct support 

I 

tmehanisim 

nifnttfattftttct*' 

T f I»T»7FTV7f-lf-f f V-X- 

2. Machine gun not secured 

a. Defective quick refeass pht 

a. Evacuate to direct mppert 

to mount 


maintenance 


b. Defective pintle lock 

b. Evacuate to direct support 



maintenance 


c. Defective traversing and elevating 

c. Evacuate to direct support 


mechanism 

maintenance 


d Defective tripod mount pintle 

d Evacuate fo direct support 



maintenance 

8. Legs fad to stag open or 

at Defective sleeve latch 

a. Emcmtielo direct support 

Locked 


tM/yy h /»/» 

iftu«ntv nttnvv 


b. Defective sleeve lock spring 

b. Evacuate to direct support 



maintenance 
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INS I KUC" I JONS K)K UUAKUlAN I'AKKhRl/.INti 

Only carbon steel may be parkerized.. You can not parkerize stainless steely brass, aluminum or any other 
non- ferrous metal, these materials will contaminate the solution. 

All parts to be parkerized should be sand blasted, glass beaded or acid dipped (Use clean blast media). All 
rust, scale, bluing and oil must be removed. Once parts are blasted do not touch them with your hands or 
let them come in. Contact with any grease or oil. It is recommended that you wear rubber gloves through¬ 
out the parkerizing process. 

Mix Guardian Parkerizing Concentrate with water. 16 ounces with 14 quarts of water, or 8 ounces concen¬ 
trate with 1 quarts of water, etc. (Ratio: 1 (CONOEN 1 RAIL) to 28 ( WAI Civ) /.Distilled water is the best 
choice. Make sure ail crystals in bottom of bottle are-mixed back into solution. MIX WELL! Put mixed 
solution in a stainless steel ot glass container (Not steel or aluminum) that can be heated and heat solution 
to 175°F to 200°F. (Use a candy thermometer or similar.) This should be done outside. A propane grill 
works well. 


Clean the parts with Guardian Parker izi ng Cleaner/Degreaser to remove all traces of oil residue. Rinse 
well in hot water to remove all traces of cleaner/degreaser and Immediately Immerse In Guardian 
Parkerizing Solution Do not allow parts to touch each other. Tum parts every three to rive minutes or 
suspend from a stainless wire hanger, again not allowing wire to touch a finished surface 


CAUTION: Solution will be VERY HOT. Lise the proper Painless steel utensils to place and remove parts. 
Do not allow solution to come in contact with skin, eyes or clothes. Wear protective clothing and eye 
protection. Do not breathe the fumes. 


Usually 10 to 20 minutes will produce a dark gray military finish. Leaving parts in longer will produce a 
charcoal black color. You may pull the parts out at any time after ten minutes if you are happy with We 
color. You may also immediately put the parts back m if you wish a darker color. However it IS not pos¬ 
sible to lighten the color, only darken it. 

Once you are satisfied with the color remove the parts from the solution ami flush with warm water. Then 
liberally apply Guardian Parkerizing Neutralizer with the supplied sprayer. Once parts are cool to the touch 
you may reassemble your parts. Depending on how much metal IS run through the solution it may be 
reused several times adding water to retain the volume. 


CAUTION: Parkenzing Ooireenti ate Contain* Phosphoric Acid Avoid contact with skin and eyes. If 
swallowed do not induce vomiting. Cal! a physician immediately. Keep from children: Dispose of 
Parkerizing residue according to local and federal laws. I 


CAUTION: Parkerizing Cieaner/Degreaser contains Methyl Alcohol. Poison. Keep from heat, sparks and 
open flame, if swallowed. Do Not induce vomiting. Call a physician immediately. Keep from children. 

CAUTION: Parkerizing Neutralizer contains Petroleum Distillates. Keep from heat spades and open flame. 
If swallowed, do not induce vomiting Call a physician immediately Keen from children. 

For emergency information about hazardous materials in an accident call Cbemtrec 1-800-424-9300. 


ALLEGHENY ARSENAL, INC. Makers of Guardian Gun Care Products 

Box 161 Custer City, PA 16725,814-362-2642 FAX 362. 7356 E.maii Mg34@mg34.com 

Reprinted with permission ofAifegheney Arsenal 
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Building Instructions for Browning 1919A4 in Semi-automatic 

Notes, and Tips on parkerizing 


The Guardian parkerizing my not always produce a foil black color, it is desinged to. produce a charcoal black color 
but the manufacturer states that it will produce "black"... The color you achieve is dictated lately by the material you are 
pmksaiang. A good example of this is shown in the photo fcdow. Hie sidepfcate is hardened at the rear end where the handle 
goes in, that hardened zone on the plate responds differently to the parkerizing solution as can be seen here. The hardened 
zone is completely black while the balance of* the plate is charcoal gray. ILeaving the plate- m the- solution longer would not 
produce any mote color than seen here, this color was achieved in about 20 minutes, the plate was put back in the solution for 
an additional hour but would not get any darker than what is shown. Ofaten times bolts, rivets, eastings and other parts such 
as the booster and barrel jacket exhibit various shades of parkerizing. it is the nature of the parkerizing’s response to the 
composition and condition of the metal there can be as many as 27 different, alloys in the construction of a single example of 
the 1919 and each of thase alloys ts likely to have zones of hardness or surface treatment that will make it parkerize 
diiiemtiy. 


When using Guardian parkerizing, if the 
solution begins showing white flakes floating -in it then 
the -arid -content has fallen -below acceptable levels, try 
adding two fluid ounces of Phosphoric add for each 
gallon of solution; wait a few minutes and if the flakes 
dissolve you have recovered your proper acid balance 
and can continue using the sofut ion. Here at ERA 
Tech we use the solution until it. stops producing a rich 
black or dark gray color, the solution can be recovered 
from acid loss many times so don't fee! that it is "used 
tsp" after just a few weapons, a cf targe lor your tank 
will parkerize many weapons if the acid level is 
correct. Too much acid will cause excess foaming and 
^regular appearance on the finished parts. 



The plate on the right is not oiled, the one on the left is, the hardened zone is the darkend ”tail " of the part 
One of these plates was in the solution for nearly an hour and a half, the other only 20 minutes. 

Instructions for using cold Mack touchoup fluid 

The Cold black is a. chemical colorant which forms a selenium oxide ont eh metal, it will work 
on die rivets and to touch up the areas where you need to blend or rile the RSP to get the proper fits and 

J-.>-»n 

V1U3UH? Vi tup WVCl* CiV, 


Start by degreasing the area with a suitable cleaner, denatured alcohol, mek or similar solvent, 
spray brake parts cleaner such as Gumout also works and you can use earbureato? and choke cleaner 
spray If you have Birehwood Casey "Gun Scrubber" it wih also work. Once the part is thouroughly 
degreased you can apply the black soulution with a cotton swab, (Que-Tip) works fine for small areas, 
use a larger swab or rag for larger areas, if ihe metal is clean the black effect is immediate. Rinse with 
cold water, dry and stabilize with light oil. DONE! 


i -, 

! Cold Black contains SELENIUM 1 

1 It is poshnous and you should dean your work area I 

\ and wash hands immediately after use. Bo not allow children f 
j to play with the empty bottle, discard after use ... j 

_____ i 
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Building Instructions for Browning 1919A4 in Semi-automatic 

S0% Machined RIGHT SIDEPLATESfor 1919A4 and 1919A6 Semi automatics 


Our 80% sideplates are machined from 4130 Chrome Moly Oat stock, These plates are designed 
and finished in such a way that ah the holes required can be easily located and made with a drill press or 
even an electric hand drill The sidepiate is stress relieved and heat treated material These plates have 
the i!\ 6” high raised area for compliance with BATF regulations and come with the trunnion hole and 

not drilled The grooves for Trunnion, 


back piaie^ iop cover and lock are all cut +/- .001'* tolerance on centerline and the plate is profiled but 
some filing and fitting will be requited to effect proper discharge of links in the discharge chute area and 
proper top cover and closing Please slate if require a 9!$6 n or 5/8" trunnion hole. 



Custom Sideplates 

Our custom sidepiate service begins with measuring your Leri Side Plate and matching +/- . 001" 
eenteriines on ail grooves. These plates are bead blasted lor uniform exterior texture and haw a chan i~ 
fered section in the back plate groove to prevent the annoyance of trigger pin hang-up found on most 
other sideplates. Custom plates are then engraved to your specification which includes custom work such 
as machining exterior surface to match original inland or Saginaw lettering and hand stamping the serial 


handle slot The price for the custom plate is $ 150.00 with no extra charge for the special engraving and 
hand stamping. You must send your LSP to us for custom matching of RSP; Average turn around time is 
two weeks total Custom plates are supplied in white bead blast finish or black parkerized 



Detail of Biside fngraving ofBATF Required info, 
aecessaMe when caver k ap.et>. and halt. pulMhaele 


Stack Sideplutes 



• y;- ■. 

@»>$eftOWNlN® MACHINE ©UN, 

. LS. CAL 30 ■ _ M 1919 A*:? 

' AAAWW er SAGINAW 0TCERING GEAR ' 
GENERAL. MOTORS COR^ 



.y- ;dy 3-f 


Example af Saginaw type, maridug am outside, builders serial number 
will lie ItaJhi stamped aiiu uurlcter's iiiilials will be Itaild Stamped as 
inspector 


Stock sideplates are cut •+-/- .001 ” on centerlines of original specification for Saginaw guns and 
have same grooves and holes as car custom sidepiate. Standard BATF required engraving at no addi¬ 
tional cost. Stock sideplates are $125 eacK supplied white or parked 
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Building Instructions for Browning 1919.44 in Semi-automatic 

Trigger, Disconnector and Sear 


Our trigger and sear is fell BATF compliant semi auto trigger and has a sliding disconnector 
which Is secured with a ball bearing instead of a pin. It is tighter and slides easier than any other 
sliding disconnector made . Our sear is cut to exacting specifications from 01 oil hardening tool steel 
then heat treated and tempered to RC 53-57-range. It is made so that the sear will not come in contact 


with the buffer at the end of the bolt travel, some sears stick back out of the bolt just enough to take a 


hit every time the bolt runs back; The triggers are reworked FA triggers or are made of high carbon 


sted and case hardened. A trigger return spring is supplied with the set and it is spring temper stain¬ 


less steel Total Price for a trigger / sear set is $125.00 


individually the trigger / sear components are 
Trigger with disconnector 
Disconnector with ball & spring 
Trigger return spring 
Sear 


$75.00 

$50.00 

$12.50 

$45.00 




B off el Jackets 


Our barrel jackets are made from 4140 chrome moiy tubing and are identical to production barrel 
jackets except that they carry no pari numbers or other markings other than our own "Pegasus” stamp. We 
offer these in stock and short sizes. Supplied parkerized and in the white The barrel jackets are $100.00 
each 



Boosters 

The booster is actually the gas cylinder in the gas operated portion of the weapon reioad cycle., if it 
becomes worn or damaged your weapon will not work properly. We make new boosters which are identical 
to production 308 boosters except that they carry no part numbers or other markings other than our own. 
This is a quality part to replace your worn booster. These are machined and heat treated 4140 Chrome moly 
steel and come complete with new booster spacer ring at $50.00 each, (additional spacers are $8.00 each) 
(we will stamp "MOLON LABE" on the end of your new booster if desired!) 
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Building Instructions for Browning 1919A4 in Semi-automatic 


Custom Machining 

We custom machine parts to fit our sideplates, Custom cutting of internal parts to fit our design 
includes machining the Bolt to accept sear, cutting side clearance on bolt, cutting side clearance and top 
clearance on barrel extension, shortening barrel extension pin, cutting side clearance on lock and closing 
trigger clearance on lock, tristallujgtoggei stop screw if required on lock and machining notch rn accel¬ 
erator. The bill for internal machining is $75.00 if ordered with sidepiate and trigger package (OK if you 
wish to order sideolale and triueer at different times), if ordered without sidepiate and trigger the ma~ 
chining is $100. If you want us to machine internal parts for someone else's sidepiate or trigger set then 
we charge $ 100 for that service, ff you want clearance path cut on someone else's side plate the charge 
is $75.00. We cannot accept a plate for machining that is at 100% on completion unless it is passed 
through an FFL in each direction. We deal only in 80% semi automatic siaepiates and will not cut 



external clearance on un modified fui 


11 auto locks and bolts. All internal parts machined by us will be for 


SA use only and will be compliance machined for SA sears before externa! clearances will be cut, no 
exceptions! 




Rivet Kit 


Our rivet set is complete and includes also the screw for the barrel jacket and the cotter keys for 
the newer latch and top cover ff required. The rivets are solid steel and are intended to he set hot, even 
with the pneumatic tool. The complete rivet kit is $35.00 

«as fcss fess - 



o 0 c c c 

o tttt 
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Off fi ft ft 


. Page4S .. 

This entire document copyright Dec. 2092 asdstep sot be espied is asp farm withottt written pemssrissl 















Building Instructions for Browning 1919A4 in Semi-automatic 


Rivet Setting anti keutiing took 


We offer two rivet setting tools, a manual mid a pneumatic set Both are American made tools 
of highest quality, both are designed to produce a half round dome on the rivet with minimal effort 
and are tools that should last a lifetime. The pneumatic tool fits a standard muffler gun or pneumatic 
hammer. The hand operatedtool is designedto set heated rivets by being, struck with a hammer and 
is a fully heat treated high quality tool $ 27.75, The pneumatic tool fits standard air hammers and is 
designed to set hot or coldandis $2.2.50. 



Rivet Bucking Block 


Our special bucking block for the 1919 which fits between the side plate and the lower plate 
rail allows tor easy one man setting -of the rivets with professional results every time. Use a c-ciamp 
or welding damp to hold position and set your rivet with hand or pneumatic tool. The block also lias 
pin and half round holes for setting the side plate ri vets holding the top cover and trunnion. Custom 
rivet buckins block for 1919 is $ 25.00 



Rivet Countersink 


We offer a 90° countersink for our rivets which lias, the proper 3/16” pilot, $12.50 each. 
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Building Instructions for Browning 1919A4 in Semi-automatic 


We are ERA TECH 

Energy ResimreeAliemativeTeenalogieSi 

A company dedicated to recycling. 

Solar and Renewable Energy 
Survival in the 21 St. Century 

Contact us before ordering or sending your 
parts for machining ... 

By Phone 

928-897-7840 
(evenings only) 

On internet 

www. cratcchsolar. com 
e-mail 

erateeh@citiink. net 

We are located in Detrital Valley, 
approx half way between Kingman Az and 
Hoover Dam “out in the bushes”. 


ERATech/LLC 
Box 475 

14799 Cedar Road 
Dolan Springs, Az. 

86441 


Personal visits to our facility by appoint¬ 
ment only! Please call before dropping by... 



Prices and average turn around times for orders 

Most of what we do here is custom work, that is to 
say that we don’t start on it until it is ordered and 
in most cases not before your material arrives here 
for us to work on... 

RSP Right Side Plate 80% finished, custom, it 
takes a little time and our schedule is normally 
one week. Price is SI 75 plus shipping and insur¬ 
ance 

Trigger and sear, mjrcrml stock item, price $100.00 

Jjiicmds patts jiMcMojjjg, alsoa custom work, 
usually accomplished same week as right side 
plate if ordered with custom RSP. Price is $75.00 
if ordered with RSP, Work to someone eise ’s 
design, $100, internal machining our desigubut 
not ordered with custom piafe $100:00 all prices 
plusshipping. 

Stock RSP -80% finished is centerline +/- standard 
tolerances and hardened to approx rockweh 48-52 
€, you will stiii have some fitting and drilling. 
$150.00, normal stock item. 

Parkerizing If ordered with custom RSP and 
internal rnacinnmg and trigger is $75 for 1 com— 
P^te set of parts plus one extra barrel 

Parkerizing of tripod, includes minor surface 
preparation, bead blasting and re-assembly is $75, 
and we will include free parkerizing of two 30 cal 
ammo boxes, you pay skipping.. 

Complete set of rivets is $35.00 
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Most of the 1919 work which we do here is custom work, that is to say that we don’t start on it 
until it is ordered, and in most eases not before your materia! arrives here tor us to work on... Rod Jones 
heads up the company, which has bees is business tor several years. The primary products of ERA Tech 
are solar energy related "with emphasis on solar powered water well pumping systems, the choice of name 
‘Pegasus' is actually rooted deeply in providing water tor mankind! Pegasus, in Greek mythology was 
born of the blood ofthe slabt Medusa arid where His hooves touched grouodlor the first fee a spring of 
water gushed forth for aM mankind to use, this ancient Greek legend is connected to the spring near 
Athens known as E^uus or Horse. Spring... Hence, we named our primary products, water pumps, the 
Pegasus Series 1,2 and 3 pumps. But that is not ait we do. Being connected to soiar energy gets us 
involved with self reliance, survival if you will and that ultimately lead us down the path to gun owner¬ 
ship, personal freedom and that is how we met you! If you have need for soiar power, diesel generators, 
deep well solar pumping systems, give us a call, we will be honored to help you with your alternative 



Energy Resource Alternative Technologies, LLC 
Box 475,14799 North Cedar Road 
Dolan Springs, Arizona, 86441 
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Powered by the sun these SP3 pumps are 
both convenient and economical for remote or off 
grid applications. Pomps have been installed 
where grid power was available but the on grid 
installation would have cost more than the stand 
alone solar system. 

The pimping unit Is small and compact yet very 
powerful. It weighs less than 500 pounds and 
measures 2 Ft wide X 5 ft high x STL long. It can 
easily be converted to run on AC power. 




at the lowest friction loss of at iy dnve system Cur¬ 
rently in production. AH belts and pulleys are en¬ 
closed for safety, 

r~. :- 1 

j The following list of materials was taken from j 

I an acuta! quote made by Sun Amp power to a J 
customer on 9-29-80 for an AgraTedi (now 1 
I Aqualech) SPS-1 pumping unit and all above j 
J ground equipment. J 


SX-120 panels 
zi Module cables 
Universal track rack 
10/2 system cable 
AgtTeeh series l 


Total system price 


$3528.00 

40.50 
1395.00 

17.50 
3495.00 


8476.00 


The down hole equipment can cost as much as ! 
$5.00 per foot for drop pipe, sucker rod and j 
associated equipment Tlic downhole pumps j 
can run anywhere from $300 to $1200 each. } 

SRS pumping units are very reliable, they 
cost less to install than windmill systems of com¬ 
parable size and capacity, they are not as sus¬ 
ceptible to weather damage and are user 
friendly. A payout line can be calculated based 
on full day service comparisons with commer¬ 
cial electric powered machine which generally 
show a complete payout of less than S years. 

The flywheel assist on the motor smooths 
out operation making this the smoothest run¬ 
ning jack ever built. A battery bank is not re¬ 
quired as the pump is designed to run directly 



it is equipped with a controller that will start and 
run the pump even on marginal sun light. 

It is easy to balance and adjust, you can safely 
make stroke and counterweight adjustments whiie 
the machine is running. 

The standard machine comes with ammo box 
style counterweight boxes, head rigging, a 6.5* stain¬ 
less steel polished rod and 3” pipe stuffing box as 
standard equipment 

If carries a written no quibble 3 year factory war¬ 
ranty, (the motor & controller are 1 year.) 

f Specifications as Supplied j 


Maximum height 

66" 

1676 mm 

Maximum width 

24” 

610 mm 

Maximum length 

59 v 

1498 mm 

Weight* 

485 

220 kg 

stroke radius 

18" 

457 mm 

Minimum Stroke 

6* 

152.5 mm 

Maximum stroke 

tr 

457 mm 

counterbalance radius 

fixed 

adjustable 

29" 

box 

736.5 mm 

mm rfitfiij *5 

22 

559 mm 

max radius 

33 

838 mm 

motor data volts DC 

1/2 hp 90 

3'4hp 90 

1 hp SO 

max amps 
5 

75 

TO 


t 

All up weight can vary depending on motor, counter- j 
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1 performance curves 


depth 

feet 

30 

50 

70 


100 

150 

200 

250 

300 

350 

400 

450 

500 

550 

500 

650 

700 

750 


Pump diameter in inches 


1050 

1100 

1150 

1200 


34.80! 44.04 
34.80 44.04 
26:64 31.53 31.52 


22.07! i 


4404 46.50 6428 7356 . 
44.04 4414 43.12 


8.70 
8.70 I 
736 j 


11.01 

1101 

8.83 



Note... 


by 

ERA Tech, Inc. 

P.0. Box 475 
Dolan Springs, Arizona, 
86441 

Pb 928 8977840 


“ 40 Performance curves are given in gallons per minute as 
r—— L ”~observed performance of specific pumps operating within 
specific parameters, your performance may vary from 
performance stated. These figures represent actual test 
results on 1 hp series one SPS unit running direct on a 
720 watt array at mid day using standard piston type 
pumps and 5/8” dia sucker rod. Practical limit for 5/8 
fiberglass rod is about 800 feet depth, practical pump 
cylinder sizes are 1”, 1 3/8” and 1 7/8” as these are the 

most common windmill cylinder sizes. 
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Record information about your weapon for future reference 


f 

L 

r 

J 

L 

r 

! 

L 


r 


L 


Model 


Caliber 


Date Converted 


Serial Number 


Your Name 


Address 


Comments 


This book published by; 

ERA Tech, LLC 
Box 475 

Dolan Springs, Az. 

Copyright 2002, all rights reserved 
No part of this document may be copied, photographed, facimilie, or 
scanned or electronically transmitted in any form without written permission 
of author or ERA Tech. 






Molon Labe! 
(mo-lone lah-veh) 

Two little words. With these two words, two concepts were 
verbalized that have lived for Heady two and a half Millennia. 
They signify and characterize both the heart of the Warrior, and 
the indomitable spirit of mankind. From the ancient Greek, they are the reply of 
the Spartan General-King Leonidas to Xerxes, the Persian Emperor who came 
with 600,000 of die fiercest fighting troops in the world to conquer and invade 
little Greece, then the center and birthplace of civilization as we know it. When 
Xerxes offered to spare the lives of Leonidas, his 300 personal bodyguards and a 
handful of Thebans and others who volunteered to defend their country, if they 
would lay down their arms, Leonidas shouted these two words back. 

Molon Labe! (m o~lone lah-veh) 

Ihey mean, “Come and get them!” 'ihey live on today as the most notable quote 
in military history. And so began the classic example of courage and valor in its 
dismissal of overwhelming superiority of numbers, wherein the heart and spirit of 
brave men overcame insuperable odds. Today, there lies a plaque dedicated to % 
these heroes all at the site. It reads; “Go tell the Spartans, travelers passing by, 
drat here, obedient to their laws we lie.” 

Liberty Watch Inc. has adppted this defiant utterance as a battle cry in our war 
against oppression because it says so clearly and simply towards those who would 
take our arms. 

It signifies our determination to not strike the first blow, but also to not stand 
mute and allow our loved ones, and all that we believe in and stand for, to be 
trampled by men who would deprive us of our God-given - or natural, if you will 
- rights to suit their own ends. 

Log onto the Liberty Watch website, you will be glad you did 

http://www.thefirinotine.com/HCI 

£RA TECH is a separate corporation and has no business affiliation or other ties to 
Liberty watch. We here at ERA Tech believe in and support their mission and cause 
and we offer our support and assistance to Liberty Watch and ask that you do so 
as well.,, „ 
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